é- 


СЪРНИ? 


Work Order ID 78819 
January-16-12 11:22:45 AM 


*78819* | page 
Item ID: D206-667-101TRN l m Accepi 77: *NOOO0401 OQ) Setup Start КГ? * 


Revision ID: 


ж 


| Шет Мате: Crosstube Turning Detail š Stop ж N с 2 ж 
| Start Date: 16/01/2012 Start Qty: 1.00 *4* Cust Item ID: 
Required Date: 30/01/2012 Req'd Qty: 1.00 *4 * Customer: 
Reference: 
сағана аман - = p II reda V Run Start АР ж 
Approvals: Process Plan: M.L I Date: До МА (2 Tooling: _ Date: N R 1 | 
% os Sto : 
ОС: ___ pate: SPC (Y/N): | Date ______ P x N R 2 ж 
_ h ты. КЕЛ к T i Lol 26 
Sequence ID/ Operation Set Up/ + > Tool ID Tool ? Plan Accept Reject Reject Insp. 
Work Center ID Description Run Hours Code Qty Qty Number Stamp 
| Draw Nbr Revision Nbr | 
| D206-667-141 Rev С | 
100 0.00 | | 
ж 4 nn* š MORI SEIKI CNC LATHE LARGE A 2 | | 
Mori Seiki Memo 0.00 жалынын Маре aec 
Mori Seiki СМС Lathe Large 1-Fill tube with sand & install plugs DT8534 on both ends as per Folio FA083 ` 


2-Turn first side as per Folio FA083 


| ~ 
G UALL /2- 
3-Blend transition lines,only, **do not sand whole tube**: < Q> 22 
FOLIO REV: 
DWG REV: 


*Use mill bastard file, brush file repeatedly with file card. | - 
*Do not use sandpaper coarser than 320 grit. 


110 QCI- Inspect dimensions to dimension sheet 0.00 

*140* | C x. 
QC Memo 0.00 

Quality Control 


guam, |. [Mos 22 


5. т . ИРА + И РА 5 m I 7 EN 


Dart Aerospace Ltd 


мо: 7g d WORK ORDER CHANGES 


DATE | STEP PROCEDURE CHANGE 


Part No: DWL- D20b-66 -jo тео 9200-00 -lo тео РА #: 2 Fault Category: NCR: Yes DQA: Ü _ Date: 


Approval roval 
Chief Eng / Ae 


Resolution: Disposition: QA: N/CClosed: Пай: 
WORK ORDER NON-CONFORMANCE (NCR) 


Corrective Action Section B 
Description of NC | 7 Verification | Approval | Approval 
. DATE STEP Section A Initial Action Description Sign & Section C Chief 2 QC Inspector 
Chief Eng Chief Eng Date 


Jb жө” еме 


% 


P NOTE: Date & initial all entries 


HMFORMSQuality Assurancevapproved QANCRWO RevE ^: 


K. РА NE. Е "LU ПУНИ ERN E E ОРЦ 


Work Order ID 78819 
January-16-12 11:22:45 AM 


788408 


Page 2 


Item ID: D206-667-101 TRN Accept * N 9080040 1 0“ Setup Start Ж N Q 4 ж 
Revision ID: I Ы 
Пет Мате: Crosstube Turning Detail Stop ж N с 2 * 
Start Date: 16/01/2012 Start Qty: 1.00 ж4% Cust item ID: 
Required Date: 30/01/2012 Req'd Qty: 1.00 * 4 ж Customer: 
Reference: 

m dic не: Вип Start 4 * 
Approvals: Process Plan: Date: _ __ Tooling: Й Date: N R 1 

Sto 
QC: Date: _ SPC (Y/N): Date: ______ P x N R 2 ж 

Sequence ID/ Operation Set Up/ Tool ID Tool# Plan ` Accept 4 Reject Reject Insp. 
Work Center ID Description Run Hours Code Qty Number Stamp 
120 0.00 
*42(* MORI SEIKI CNC LATHE LARGE Ў (22 
Mori Seiki Memo 0.00 


Mori Seiki CNC Lathe Large 


130 


*4^0n* 
QC 


Quality Control 


1-Тшт second side as per Folio FA083 


2-Blend transition lines only, **do not sand whole tube**: 
*Use mill bastard file, brush file repeatedly with file card. 


*Do not use sandp соагзег than 320 grit. 
FOLIO REV: 
DWG REV: 


3-Remove sand and plugs 
QCI- Inspect dimensions to dimension sheet 0.00 


Memo 0.00 


_ Dart Aerospace Ltd | 53 
W. WORK ORDER CHANGES bw 


10: | 
Approval 

DATE | 5ТЕР PROCEDURE CHANGE DEN Qty | Chief Eng / Approval 
Prod Mgr nspector 


Part No: PAR #: Fault Category: NCR: Yes Мо DQA: Date: 


Resolution: Disposition: QA: N/C Closed: Date: 
WORK ORDER NON-CONFORMANCE (NCR) 


PFA Corrective Action Section B ENSE 
Description of NC — - — - Verification | Approval | Approval 
Chief Eng Chief Eng Date 


NOTE: Date & initial all entries 


HMFORMS Quality Аѕѕигапсе\арргохеа ОАМСАМО RevE 


ГА 


Work Order ID 78819 


*"78810* 


Page 3 


January-16-12 11:22:45 AM 


D206-667-101TRN 


Setup Start 


Hand Finishing Crosstubes 


Item ID: Accept * N Q n 4 0 * х ж 
Revision ID: й nn n 1 n N S 1 
Item Name: Crosstube Turning Detail Stop ж N с 2 ж 
Start Date: 16/01/2012 Start Qty: 1.00 *4* Cust Item ID: 
Required Date: 30/01/2012 Req'd Qty: 1.00 *4 * Customer: 
Reference: 
Som SEQ із z Run Start 4 * 
Approvals: Process Plan: Date: Tooling: Е Date: N R 1 
Sto 

QC: EX Date: SPC (Y/N): Date: P x N R 2 ж 
Sequence ID/ Operation | Set Up/ ToolID Тоо18 Plan Accept Reject Reject Insp. | 
Work Center ID Description Run Hours Code Qty Qty Number Stamp 
140 ОС8- Inspect parts - second check 0.00 
*1 До“ за ја 
QC Memo 0.00 TO 
Quality Control ao po P / 
145 0.00 
Х4Д А“ 

` Crosstubes Memo 0.00 \ 27: L. © 2 z 

Crosstubes GRIND ONLY TRANSITION LINES SMOOTH LONGITUDE WAY. X S 
150 Crosstubes Chemical Conversion 0.00 
+150» D-2-2-2- 
HandFXtube Memo 0.00 a ~ = 


“ 


Dart Aerospace Ltd 
W/O: WORK ORDER CHANGES 


Approval | A 
pproval 
de уза doin азык ву | ome [oy | aew Аре 


Part No: PAR #: Fault Category: NCR: Yes Мо DQA: Date: 
Resolution: | Disposition: QA: N/C Closed: Date: 
WORK ORDER NON-CONFORMANCE (NCR) 


КЕТ Corrective Action Section B TE 
Description of NC — - - = Verification | Approval | Approvai 
DATE | STEP Section A Initial Action Description Sign & Section C Chief Eng QC Inspector 
Chief Eng Chief Eng Date 


NOTE: Date & initial all entries 


HMFORMS Quality Assuranceapproved QANCRWO RevE 


"EU ~ Ф. SES E мі 


+ 


Work Order ID 78819 
January-16-12 11:22:45 AM 


*78810* i E 


Item ID: D206-667-101TRN Accept 


Revision ID: 


Item Name: Crosstube Turning Detail 


*Nonanán1nn* 


Setup Start *NS1* 
"P *NS2* 


Quality Control 


Start Date: 16/01/2012 Start Qty: 1.00 *4 * Cust ítem ID: 
Required Date: 30/01/2012 Req'd Qty: 1.00 *4 * Customer: 
Reference: 
| айызым PX EE as EE Run Start 4 * 
Approvals: Process Plan: _ Date: Tooling: Date: N R 1 
Sto 
QC: 7. Date: _ SPC (УЛ): Date: P + N R 2 ж 
Sequence ID/ Operation | Set Up/ ToolID  Tool4 Plan Accept Reject É “Reject Е Insp. m 
Work Center ID Description Run Hours Code Qty Qty Number Stamp 
160 QC3- Inspect Part Finish 0.00 
*4R6n* 2 = 
QC Memo 0.00 Е ГА = -2-= 25 
Quality Control 
170 0.00 
* 1 7 n* Packaging t š 
Packaging Memo 0.00 ; 7 i 
Packaging Identify and stock in kanban rack Location: © Z 
L. Жә [Mona 
180 QC21- Final Inspection - Work Order Release 0.00 / 
«лаб MUS 1208. | 2.2 
ос Мето 0.00 


| 22 


ІШ 


Dart Aerospace Ltd 


WORK ORDER CHANGES К 


~ WORK ORDER С 
| Approval г 

DATE | 5ТЕР PROCEDURE CHANGE DES Qty | Chief Eng / Approval 
Prod Mgr nspector 


Part No: PAR #: Fault Category: NCR: Yes No DQA: Date: 


Resolution: Disposition: QA: N/C Closed: Date: 
WORK ORDER NON-CONFORMANCE (NCR) 


| 
NR Corrective Action Section B "PE 
Description of NC — - — - Verification | Approval | Approval 
DATE STEP Section A Initial Action Description Sign & Section C Chief Eng QC Inspector 
Chief Eng Chief Eng Date 


| E 


NOTE: Date & initial all entries 


HMFORMSQuality Аззигапсећарргомед QANCRWO RevE 


Picklist Print 
January-16-12 11:22:48 AM 


Work Order ID: 78819 
Parent Item: D206-667-101 TRN 


Parent Item Name: 


Comments: 


*7RR10* 


*D206-667-101TRN* 


Crosstube Turning Detail 


IPP Rev:A 08-03-06 new issue. DD verified by:ec 


IPP RevB 08.04.02 remove polish EC verified by: DD 


Start Date: 16/01/2012 
Start Qty: 1.00 


Required Date: 30/01/2012 
Required Qty: 1.00 


Primary Last 


Unit of Qtyon Qty per Kit Total 


Component Нет 10/ Replacement Мір/ Bin Route Qty Date Status 
Item Name Item ID Purch Item Location Location Seq ID Measure Hand Qty Issued Issued 
D6001-105 Manufactured No 110 Each 26.0000 1 1 
ж ж kk 
D6001-10^5 а. 

Crosstube, Material 

Location Loc Qty Loc Code 

LG 26 74 

P E зеге аа 


Dart Aerospace Ltd | | 
W/O: i WORK ORDER CHANGES ығы 


Approval 
STEP PROCEDURE CHANGE ME -Apptoval "s 
r gr = A 


DATE 


= 


Part No: PAR #: Fault Category: NCR: Yes Мо DQA: Date: 
Resolution: Disposition: QA: N/C Closed: Date: 
NER: WORK ORDER NON-CONFORMANCE (NCR) 


STEP Description of NC бөпесшуе ACHOR - 82000 B Verification | Approval | Approval 
Section A Initial : Action Description Sign & Section C Chief Eng QC Inspector 
. Chief Eng Chief Eng Date 


| NOTE: Date & initial all entries 


НМЕОАМ5 Оџаћу Assurancevapproved QAWCRWO RevE 


DART AEROSPACE LTD WorkOrder:| 786 °”? | 
р? схе Y= ёлы ы u CPI 
Description: Crosstube Assembly (206В High Fwd ЊУ 
макс ру” т у= ш Р 
Inspection Dwg: 0206-667-141 Rev: C [__ | | [|  Pageíofi1 | 
FIRST ARTICLE INSPECTION CHECKLIST | 
[x] First Article | | Prototype 
Inspection Sheet Actual Method of 
= 
+0.005/-0.000 | A22 | | — |wm;vc |CWceY | 
ЕСТИ ВИ T pee | 
| +0.005/-0.000 | 20/4|  —"| — | | [| | x 
[*o05r000 | 2.|/% | 7 | || | | | x 
[3000570000 | 2:66 | 7,| | | | ү SS | 
| +0.005/-0.000 | [94 | "| T |  . | 
[30005700000 | 2237 | / | ү р o 
— мен аялы диде ERES терден ааа i 
| «000 | ò | — (ил |cweosg | 
| 2-000 [ок | — | Toa Do | 
| +оо | o | | [gc | Lc 
ЕСЕЛІГІ? Еа с ы туе 
| +0030 |4406) — | Tawm 
> E ВИНА ЗА ЕН ШШ есені ОИ НИ 
+ [30005000 | 2-2Y]| — | ис 
| +0.005/-0.000 | 204) 27 | | | | ________ 
| +0.005/-0.000 | 2:0 73) ~ | __ J | | 
|+0.005/-0.000 | 72776 | | T |] | | 
_+0.005/-0.000 | [0 | ~ | | | ] | | 
| +0.005/-0.000 | 2449 | ~ | | | | | o ] 
[:0005000 2224 | 7 | || - [| | 
EDEN ЕНДЫ Есетке Ета ам ал — 
хз Z | o» p o. ---_ 
Dp e ӘНІ Бит аар 
| «0030 [N-d | — | [| мел 
| | 9318 | ноо ја. | — | | ^' | | 0) алл 
сч Г + 


| 


> и: 
Measured by: Z ZZ Audited by: N N _ Prototype Approval: 
| ae] AAJA _ Pate: [| - 2 -AA 


2 
06.10.24 | New Issue P/O 0206-667-101) ___________| КИМ А || 
|. B [09.12.14 | Dwg Rev updated км di М 


Z di 


< 


HAFORMSQuality Assurance\approved СА\ҒАІВ Rev А 


WORK ORDER CHANGES 
PROCEDURE CHANGE 


Approval | A 
| pproval 
LIE RE: 


Part No: PAR #: Fault Category: NCR: Yes No DQA: A Date: 


Resolution: Disposition: QA: N/C Closed: Date: 
WORK ORDER NON-CONFORMANCE (NCR) 


Corrective Action Section ^ SedinB 
Description of NC Verification Approval | Approval 
Chief Eng Chief Eng 


NOTE: Date & initial all entries 


H: MFORMS Quality Аѕѕигапсе\арргоуеа QANCRWO RevE 


Оу | Part Number Description 
-141 
с=с гелт үс узуы ER CREE у сы PESE REPRE ERE 
KER: S D206-667-141 CROSSTUBE ASSEMBLY (2068 HIGH 
FWD 
[лыс у ВЛАДИНИ 


аа ПЕЯТ Есета АЕ 
CROSSTUBE 
| 3 | 2 ][o28303 ^  |NuTPlATE j| 
14 RIVET (OR NAS9302B-4-8 
ERS acp Peine REI 
MAGNOBOND 6398 | ROCKWELL SPECIFICATION RBO-120- 
023 
ADHESIVE (TEXTRON/BELL SPEC. 299- 
947-100, ТҮРЕ ІІ, CLASS 2 ADHESIVE 


GENERAL NOTES: 


1) MATERIAL: MANUFACTURE D FROM D600 1-105 
FINISHED LENGTH = 93.1 8:0.020 
FINISH: CHEMICAL CONVERSION COAT PER DART QSI 005 4.1 
PRIME INSIDE AND OUTSIDE PER DART 05! 005 4.2 
PAINT OUTSIDE PER DART QSI 005 4.2 
TOLERANCES ARE PER DART QSI 018 UNLESS OTHERWISE NOTED. 
UNITS: INCHES UNLESS OTHERWISE МОТЕО. 
BREAK SHARP EDGES: O.005 TO 0.010 MAX. 
IDENTIFICATION: SCRIBE DART PART NUMBER "D206-667-14 1" AND BATCH NUMBER ON 
INSIDE OF CUFF USING VIBRATING STYLUS. 
WEIGHT: 11.3 ibs ` 
PARTIS SYMMETRIC ABOUT CENTERLINE. 
RUN CUTTER OFF PART WHERE INDICATED. BLEND OUT EDGE LONGITUDINALLY, 
TRANSITION SHOULD BE SMOOTH. 

10) BEND PROGRESSIVELY WITH A MINIMUM OF 12 PASSES. MAXIMUM TUBE FLATTENING DUE 
TO BENDING !S 6% BASED ON O.D. 

11) LIQUID PENETRANT INSPECT OUTSIDE SURFACE OF CROSSTUBE PER QSI 038. 

12) INSTALL 02891-1 SUPPORT USING 0.03" TO 0.06" THICK LAYER OF MAGNOBOND 6398 PER 
QSI 015. LET CURE FOR 12 HOURS AFTER INSTALLATION AND PRIOR TO PACKAGING. 

13) INSTALL MS21920-20 CLAMPS (OR -21) WITH D3595-063-395 RUBBER CUSHIONS TO SECURE 
THE D2891-1 SUPPORT ON TOP SIDE OF THE CROSSTUBE. ENSURE CLAMP MECHANISMS 
ARE LOCATED ON CROSSTUBE SUPPORTS. 

14) EXTREME CARE MUST BE TAKEN TO PROTECT THE OUTSIDE SURFACE OF THE TUBE. THE 

. OUTSIDE SURFACE MUST BE SMDOTH AND FREE FROM SURFACE DEFECTS SUCH AS 
SCRATCHES, NICKS, OR DENTS. DEFECTS UP TO 0.005" MAY BE BLENDED OUT 
LONGITUDINALLY. CIRCUMFERENTIAL GRIND MARKS ARE UNACCEPTABLE. 

15) TORQUE CLAMPS 80 TO 100 IN-LB. ENSURE AT LEAST 1.5 THREADS ARE SHOWING IN 

SAFETY AND THAT NUT HAS NOT BOTTOMED-OUT AFTER TORQUING. 


DEO ATTACHED 


ecott(- 61 
1.07.26 


UND EVIEW 


6 


REVISE GENERAL NOTES/PART LIST (ZN D7-1); RF 08.11.06 
REORGANIZED VIEWS AND REFORMATTED DRAWING 

TO CURRENT STANDARDS. 

03595-063-395 WAS D2856-400-694 (2М D6-2 & A5-2); 

REMOVED REF. & ADD TOLERANCES (ZN C4-3, C5-3 & 

03-3); RELOCATED FLAG #6 (ZN A8-3) PER NCR 210; 

MOVED TURNING DETAIL & UPDATED TOLERANCE TO 


SHEET 4. 


ADD HOLES AND NUT PLATES FOR COMPATABILITY 05.07.26 
WITH ВНТ/АА SKUDTUBES 

| ^ |Newssu ____________| » | ел 

| REV. | DESCRIPTION 


вси | Z2 __| DART AEROSPACE LTD 
[DRAWN — | | RE, | -> HAWKESBURY, ONTARIO, CANADA 
енескео — | ZZ |oRAWNGNO. REV. C 
МЕС. АРРА. || 42 _ |0206-667-141 5НЕЕТ 1 OF 4 


[АРРНОУЕО | Ж. TME SCALE 
[ОЕ АРРА | -Ш- |CROSSTUBE ASS'Y (2068 HIGH FWD) мт 


DATE 


COPYRIGHT © 2000 ВУ DART AEROSPACE LTO 
08 11 [0] тиз COCLNENT (3 РАМАТЕ АМО CONFIDENTIAL АО I$ SUPPUED ОМ THE EXPRESS CONDITION THAT IT I$ 
. . MOT TOSS USED FOR ANY ЖйРОЗЕ OR COPIED OA COMVUNCATED TO ANY OTHER PERSON WITHOUT 
RITEN PERSSON РАСЫ DANT AEROSPACE LTD. 


оғы 


D2891-1 SUPPORT 
2PL 


MS21920-20 CLAMP 


4PL 
D3595-063-395 
[> RUBBER CUSHION 
4 PL, (UNDER CLANP) 


eco itl - 615 
к 


UND EVIEW 


genes) 


D206-667-501 


A D206-667-141 
02873--043 `> ASSEMBLY DETAIL | отоо 


DEO ATTACHED 


MS20601AD4W8 ° р2873-045 D2873—045 MS20601AD4W8 


NUT PLATE NUT PLATE 


[135 [155 


MS21920-20 CLAMP REF 


MS20601AD4W8 eX MS20601AD4W8 
RIVET, 3 PL Р КМЕТ, 3 PL 


D2891-1 SUPPORT REF 
сз-2 VIEW C-C: CUFF DETAIL 


SCALE 4X 


RUBBER CUSHION | резом | 4 |  DARTAEROSPACE LTD 


сєз VIEW А-А: CUFF DETAIL ` ДЕЕ DRAWN ВЕ; HAWKESBURY, ONTARIO, CANADA 
SCALE 4X ps2 SECTION B-B | 047 |оялйно No. REV. C 


SCALE 5X | А. .|D206-667-141 SHEET2 OF 4 
2 | TTE SCALE 


DATE 
ATE 08.11.06 Tsaa S A Yaar мо 
LIEU EG 


Dart Aerospace Ltd | у А 


| WORK ORDER CHANGES 
Approval Approval 
DATE | STEP PROCEDURE CHANGE By Qty | смегепо/ | сс Inspector 
Prod Mgr 


Part No: PAR H: Fault Category: NCR: Yes No DQA: Date: 


Resolution: Disposition: QA: N/C Closed: Date: 
WORK ORDER NON-CONFORMANCE (NCR) 


"e Corrective Action Section B PELA 
Description of NC - - = - Verification | Approval | Approval 
DATE | ӨТЕР бесіоп А Initial Action Description Section C Chief Епа | QC Inspector 
Chief Eng Chief Eng Date 


NOTE: Date & initial all entries 


HMFORMS'Quality Assurancevapproved ДАМСРМО RevE 


Жеке КС 


PILOT 00.128 
C'SINK 20.225X100* 
3PL 


21.20+0.13 


10.35 REF 
(263mm) 


40.005 
20.323: 0.005 

HOLE ТО BE ALIGNED WITHIN 20.001 
OF HOLE ON OTHER SIDE OF CUFF 
2PL 


сөз DETAIL D 
SCALE 4X 
(VIEW LOOKING FWD) 


20.3239 005 

HOLE TO BE ALIGNED 
WITHIN 20.001 OF HOLE 
ON OTHER SIDE OF CUFF 
2PL 


VIEW E-E: 
оөз CUFF DETAIL 
SCALE 4X 


о 


G 
26.88 REF, (682mm) 
TO CENTER OF BEND, 
ALONG TOP EDGE 


1627 REF 


(413mm) 
TO START OF BEND 
G 


| А5-3 
| 


36.60+0.13 


37.37+0.13 


DETAIL D 
ОЕ A 


74.74%0.25 


A D206-667-501 


BENDING AND DRILLING DETAIL 


(VIEW LOOKING FWD) 


j*0.005 
20.32370 005 
HOLE ТО BE ALIGNED WITHIN 20.001 
OF HOLE ON OTHER SIDE OF CUFF 
3PL 


PILOT 20.126 
C'SINK 20.225X100* 
4PL 


0.32310. 005 

HOLE TO BE ALIGNED 
WITHIN 20.001 OF HOLE 
ON OTHER SIDE OF CUFF 
3PL 


PILOT 20.128 
C'SINK 20.225X100* 


вз VIEW Ғ.Е 
(VIEW LOOKING AFT, ROTATED) 


мз SECTION G-G 
SCALE 5X 


PILOT 20.128 
C'SINK 20.225X100* 
3PL 


19.54+0.13 


M 
20.3230 095 
HOLE TO BE ALIGNED 
WITHIN 10.001 OF HOLE 
-GIF ON OTHER SIDE OF CUFF 
2PL сз DETAILH 


DEO ATTACHED eoe 


ро) tél 


коз 20 
(VIEW LOOKING FWD) 


ы 
20.3231 005 

HOLE TO BE ALIGNED 
WITHIN 10.001 OF HOLE 
ON OTHER SIDE OF CUFF 
2PL 


оэ MEW J-J: 
CUFF DETAIL 
SCALE 4X 


вз VIEW K-K 
(VIEW LOOKING AFT, ROTATED) 


CHECKED 


мес aen. | ZZ —]D208-867-141 


COPYRIGHT @ 2000 BY DART AEROSPACE LTO 
THES DOCUMENT rS PRIVATE AND CONFIDENTIAL AMD I$ SUPPLIED ON 


$ 


Dart Aerospace Ltd | " 
WORK ORDER CHANGES 


| Approval 
DATE | STEP PROCEDURE CHANGE | DEM Qty | cher Eng/ орт 
r gr 


NER | || | * Li 
| 


Part Мо: PAR #: Fault Category: NCR: Yes No DQA: Date: 
Resolution: Disposition: QA: N/C Closed: Date: 


Description of NC - — - Verification | Approval | Approval 
DATE | ӨТЕР Ман А Initial Action Description Sign & Section C Chief Епа | QC Inspector 
Chief Eng Chief Eng Date 


NOTE: Date & initial all entries 


HMFORMS'Quality Assurancevapproved QANCRWO RevE EA Zn 2 
йке 


SEE DETAILL 


2.240? 
2.074205 


---- 4.438+0.030 
---- 4.732+0.030 


s> 0.110 1 | 


30% X 0.300 DEEP 
CHAMFER 


SEE DETAIL M 
844 


DETAIL L: 
074 CROSSTUBE CUFF 
NOT TO SCALE 


20743055 


R100.0 TRANSITION 
BETWEEN ТАРЕВЕО 
SECTIONS 


2.114259 


R100.0 TRANSITION 
BETWEEN TAPERED 
SECTIONS 


30.317 10.030 
— 31.59010.030 


2.250 STOCK 


REF Feottt-6 15 


TAPER UNIFORMLY FROM SEE DETAIL N 
[9 5 22% +05 REF THROUGH TO 2.272099 REF 824 
RUNNING OFF PART 


2454255 
(.0Э29 


UNDER, REVIEW 


A TURNING DETAIL 


| 
2.074 REF| 


60.063 К0.500 


X DETAILN: 


c&4 TAPER RUN-OFF 


NOT TO SCALE EL E А SE ED 
ELBAS B 
[резон | 47 | DART AEROSPACE LTD 
| | RF | HAWKESBURY, ONTARIO, CANADA 
owcxeo | ZZ [овлама но. REV. C 
МЕС. APPR. | 42 „n |D206-667-141 SHEET 4 OF 4 
[apemovED | 7 | mue зомЕ 
[DE АРРА. | -Ш- |CROSSTUBE А55' (2068 HIGH FWD) 


DATE COPYRIGHT © 2000 BY DART AEROSPACE LTD 
08.11.06 ва парна је па 
IH ep EACAdE 


DETAIL M: 


ава CUFF TRANSITION 
NOT TO SCALE 


| Леђа 


DRAWING NO. TITLE E REV. C| DART AEROSPACE LTD  [oEo.No. SHEET NO. SCALE 
D206-667-141 CROSSTUBE ASS'Y (2068 HIGH FWD) ENGINEERING ORDER D206-667-141-C-1 SHEET 1 OF 1 NTS 
ove 1107175 a [1.22 [рк 7/222] 


PURPOSE: f 
REPLACE MAGNOBOND WITH PROSEAL. | 


СНАМСЕ: 


15: | 
-141 | 


IROCKWELL SPECIFICATION RBO-120-023 


EEE почасни заиста 1 NENUREQULAM UAR ODPEDUA KIC E MMC DINI ING VR RENE 

| 9 | AR | PROSEAL 890 B-2 iSEALANT, AMS-S-8802 CLASS 8-2 
iADHESIVE (TEXTRON/BELL SPEC. 299-947-100, 
ТҮРЕ |, CLASS 2 ADHESIVE 


WAS: 
i 


[BR Ut 
ДЕБИ МАСМОВОМО 6398 


NOTE 12 & 15, SHEET 1 15 AMENDED AS FOLLOWS: 


IS: 


12) TO INSTALL D2891-1 SUPPORT: ABRADE MATING SURFACE OF SUPPORT AND CROSSTUBE WITH 
180-GRIT SANDPAPER AND REMOVE RESIDUE WITH МЕК (OR EQUIVALENT). APPLY A 0.04" TO 0.07” 
THICK LAYER OF PROSEAL 890 CLASS B-2 (OR AMS-S-8802 CLASS B-2) SEALANT TO MATING 
SURFACE OF SUPPORT. | 


15) TORQUE CLAMPS 80 TO 100 IN-LB. ENSURE AT LEAST 1.5 THREADS SHOWING IN SAFETY AND 
THAT NUT HAS NOT BOTTOMED-OUT AFTER TORQUING. PRIOR TO PACKAGING, RE-CHECK 
TORQUE ON CLAMPS AFTER PROSEAL 890 SEALANT HAS CURED FOR 72 HOURS. 


| >€ 
WAS: | 7 7 d? 
12) INSTALL D2891-1 SUPPORT USING 0.03" TO 0.06” THICK LAYER OF MAGNOBOND 6398 PER QSI 015. 2 Py 
LET CURE FOR 12 HOURS AFTER INSTALLATION AND PRIOR TO PACKAGING. 2 2 
| 
15) TORQUE CLAMPS 80 ТО 100 IN-LB. ENSURE AT LEAST 1.5 THREADS SHOWING IN SAFETY АМО “Фо 


THAT МОТ HAS NOT BOTTOMED-OUT AFTER TORQUING. 
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WRITTEN PERVISSION FROM DART AEROSPACE (78. 
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